"Work κ Order ID 87189. 
) 16 2 m 06: 00 АМ 


р3391 013 Ακ ж Ж ` Setup Start ЖҰҚ * 
| қ *Мапппдп1 nn NS1 
in Name: Mid Tube Assembly Stop κ Ni с 2 ж 
š . * 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: ° 
Required Date: 8/24/12. Req'd Qty: 1.00 κ ж Customer: 
Reference: | v ү е 
ος а алы аа σε. το u ER RU ee E .. Run Start д AX 
Approvals: Process Plan: -Me J Date: ҰМ «eai Z'Tooling- |. . . Date uH N R 1 
š Sto 
" ӨС Leonor. Date: SPC (Y/N): - Date 2 2 P x N R 2 ж 
Sequence ID/ Operation —— (0 “Set Up/ ‘Tool ID  Tool£ Plan Accept Reject Reject sp. Ἢ 
Е Work Center ID Description Run Hours Code . Qty Qty Number Stamp 
| Draw Nbr Revision Nbr | | ^ 
—— - - 1 “с 3 
Е ` D3391 ] I 3 
106: 0.00 | 
Ske 4 nn* Skidtubes 4) SED νεο s a 
E Memo :10.00 ΕΕΣ ἘΠ ΕΝ 
Skidtübes 1-Cut tube to finish length as per Dwg 03391 X7 қ - | i à жу 
M 2-Identify as D3391-013 Z i SN 
3-Drill pilot holes using DT8796 (including "B" holes) and drili only 1 fwd C7 
© saddle hole on one side only as per Dwg D3391 
4-Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail < Р 
ap 4. 


5-Remove .030" from Fwd indexing Ridge as per Dwg 03391 + E 
6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 a“ 
7-Deburr 


8-Drill #30 pilot holes using wearplate Jig 078217 Identify @0.250" holes with 
paint marker, 


9-Open weaiplate holes of D3391-013 assembly detail section G-G to @0.250" 
(14 holes) as per Dwg D3391 and 2 holes in section Detail "J", do not open 
wearplate holes of section "J" 


10-Open wearplate holes of D3391-013 assembly detail section H-H to 
00.297" (20 holes) as per Dwg 03391 


Dart жо иа 
WORK ORDER CHANGES 


Fault Category: NCR: Yes No DQA: 
Disposition: ` QA: М/С Closed: .. 


Description of NC Corrective Action Section B 


Section A 


NOTE: Date & initial all entries 


H:WFORMS\Quality Assurance\approved QA\NCRWO RevE 


2 10:06:00 АМ 


| 
* ашуы FE 
š E Ed 


Item ID: 


D3391-013 


P QS MR qr OPE EIN ATTN ER Алерин каг, rtr iln: Зо қажуы! CPGE зары толе алады | 
* | 
М ΝΟΩΩΩάΩΊΩη 
Revision ID: 
Item Name: Mid Tube Assembly : 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: | 
Required Date: 8/24/12 Req'd Qty: 1.00 *4 ж Customer: 
Reíerence: 
E 7 е | Run Start ж ж 
Approvals: Process Plan: Date: 2 Tooling: u Date: O  — N R 1 
Sto 
| ОС: Date: 2 $РС(ҮЛ?: | рае P ож М Р 2 ж 
Sequence ID/ Operation i - Set Up - Tool ID Tool# Plan Accept Reject Rejec f disp. I | 
Work Center ID Description Run Hours Code Qty Qty Number; imp 
Ἂν 
11-Open 375" holes to 438" ***do not open fwd saddle holes*** ~~ DAD Λὴ- Ó %- | 2 S 


12- Locate electric step holes at 39.6875" from fwd end and drill using DT 9612 — De /2 {4 


13-Locate D3391-021 in D3391-023 at 9.00" (see view 2-2) 


14- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 
tranfer drilled pilot holes in D3391-013/-011 to 0.438" dia. in D3391-011 


15- Transfer drill 2 wearplate holes into D3391-011 using DT8217, locating 
from two previusly drilled holes, drill remaining wearplate holes into D3391-011. 


: 16- Locating from two fwd wearplate holes drill remaining 6 wearplte holes in 
+. i D3391-011 using DT8937 


17- Open 2 fwd wearplate holes in D3391-013 to .250" dia. 


eMe 
Ἂς 


ο 


19- Open 12 wearplate holes in D3391-011 to 0.297" dia. 


20- Deburr and blow out all chips from inside tube 


| Dart Аеговрасе Ltd . 


| WORK ORDER CHANGES VU od 
| А E 
τν ιν. 
| Prod Mar nspector | 
| 
| Рагі Мо: РАН й: Fault Category: NCR: Yes Мо РОА: Date: 
| Resolution: Disposition: ` QA: N/C Closed: Date: 

WORK ORDER МОМ-СОМЕОНМАМСЕ (NCR) 


ο Corrective Action Section B "T 
Description of NC — - ΜΙ - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


— — — . ——  — ο ss "rr nə... — 


aE STS SEE E TEE ra a E cte uir aire rU area oe wae De EE 


E ἘΕΊΡΗ 


Work Order ID 87189 
July-11-12 10:06:00 AM 


Page 5 


D3391-013 


oe *NQNNNANANN* s s *NS4* 
Revision 1D: ` Б 
Item Мате: Mid Tube Assembly Stop Ж N с 2 х 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start ж * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
Qc: Date: SPC (Y/N): Date: Po N R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 
* 4 R n ж Skidtubes 
Skidtubes Memo 0.00 
Skidtubes 1-Weld crossbolt spacer as per dwg 03391,4 QSI 004 
AR ALUM Batch: PY Á Z, Be BE ILA- 2/ 
2-grind weld flush ««5-» CF PEIG) 
3- Transfer drill electric step pilot holes only from D3391-013 into D3391-015 5 
4- Open elecrtic step holes 0.391"per dwg D3391 (section L-L) = / a — / Q -7 7] 
5- Open elecrtic step holes 0.297"per dwg D3391 (section M-M) 
6- Open elecrtic step holes 0.250" per dwg D3391 (section LL-LL) 
170 QC10- Inspect visual per 051004- ground welds 0.00 (GAS 
* * : \ 
170 ) 1б λΩ T 
Qc Memo 00 ` £. ç τ X 


Quality Control 


Dart Аеговрасе Ltd ж 


W/O: WORK ORDER CHANGES 


> Approval 
EJ | STEP PROCEDURE ШЕ Chief Eng / po 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No ПО: Date: 


м Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B ыссы E 


NEL of NC 
Еа өтер X. А Action Description ыссы ο Chief E ас E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


Work Order ID 87189 
July-11-12 10:06:00 AM 


“718095. 07 = 


Item ID: D3391-013 Accept 


* * Setup Start * ж 
салы Ж. NOO00040100 NS1 
Item Name: Mid Tube Assembly Stop Ж N с 2 х 
Start Date: 7/10/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 8/24/12 Reo'd Qty: 1.00 *4 * Customer: 
Reference: 
eS =< μου саа your ii u x 3 Run Start д * 
Approvals: Process Plan: ` _ Date: — .... Tooling: __ Date: uM N R 1 
Sto 
QC: Date: SPC (Y/N): Date: | P ж М R 2 ж 
Sequence ID/ Operation Set Up/ > Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 QC5- Inspect part completeness to step on W/O 0.00 
*4 RN* (% | | | : 
ος Μεπιο 000 Nodo ЧАМ, 42_ 
Quality Control 
185 Pressure Wash рег 051005 4.3 0.00 ж. | 
*4RR* [X Z COME 
HandFinish Moss 0.00 5. / 06 | 
Hand Finishing AND REALODINE AS PER PAR09-043 | i 


190 А White Gloss(Ref:4.3.5.1) рег 051005 4.3-Alum 0.00 ; tL 
“4 Оп (X. be * 
Powdercoat Memo 0.00 / / Ó | 


Powder Coating ***Use paint screwgfo ы С” | 


| 02%! D es o 
ХАА 


Dart Аеговрасе Ltd 


a s ORDER CHANGES 


Approval 
`Prod Mqr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: N/C Closed: | Date: 
WORK ORDER МОМ-СОМҒОНМАКСЕ (NCR) 


DATE | STEP Description of NC Corrective дөп" 2580100 В Verification | Approval | Approval 


Section A Section C Chief Eng QC inspector 


NOTE: Date & initial all entries. 


HMFORMSQuality Assurance\approved QANCRWO RevE 


и 


Work Order ID 87189 *Q274Q2Q% βρη 
July-11-12 10:06:00 АМ | 2 
Item ID: D3391-013 Accept *NOODO0AQ01 ас” Setup .Start *NG1 * 
Révision ID: - h . 
Кет Name: Mid Tube Assembly Stop ж N Q 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 ή ж Customer: 
Reference: 
= Run Start ж ж 
Approvals: Process Plan: Ἢ Date: Tooling: _ Date: р М R 1 
: Sto 
QC: Date: SPC (Y/N): Date: P ж N R 2 ж 
Sequence ID/ Operation Set Up/ ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code ty Qty Number Stamp 
200 QC3- Inspect Part Finish 0.00 | 
* ж 
опа Ы М ье 
QC Memo 0.00 
Quality Control 
210 0.00 
κ21Ω« Skidtubes / Au ( | 
Skidtubes Memo 0.00 et Ae o Е" 
Skidtubes — l- insert D3391-011 into 03391-13 
225 insert T-pins into first and third fwd saddle holes 
73- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 
per DSI 9364 
/72- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
pins and clekos 
ж 5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
DT9415 : 
7 6- deburr, re-alodine and blow out chips 
7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 
| 


Dart ΠΝ иа 


М/ОНК ORDER CHANGES 


| DATE | STEP PROCEDURE CHANGE Ед 


Лл. | {)»&& \- \ [0 65225 bos iss ου 4 
το Merve ECT 


Approval 
QC Inspector: 


Approval 
Chief Eng / 
Prod Mgr 


Fault Category: 


Resolution: Disposition: ` 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


Work Order ID 87189 


"Β7 180». 


Page 8 


Quality Control 


Inspect thread of each insert using DT8821 


Item ID: D3391-013 Accept *NOOOnAn!1 00* Setup Start *N Q 4 * 
Revision ID: ` . I ` 
Item Name: Mid Tube Assembly Stop ҹ N с 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
` τ μμ. Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date:  — — EN N R 1 
Stop 
: : : х ж 
QC Date SPC (Y/N) Date N R 2 
Sequence D Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
220 QC5- Inspect part completeness to step on W/O 0.00 
*52n* A 
/ 2-/t- o 
QC Memo 0.00 t 7 
Quality Contro! 
230 0.00 
*o9an* HandFinishing d ni | | 
HandFinish Memo 0.00 —Lx MANO κ 
Hand Finishing себ” Install inserts 
240 QC5- Inspect part completeness to step on W/O 0.00 
«240% “ж. КУЛ, 
QC Memo 0.00 > Sag / UEA 


Dart s Γῇ Ltd 


WORK ORDER CHANGES 


Approval 
DATE Р PROCEDURECHANGE =| | PROCEDURE CHANGE = CHANGE ву | Dae | ary Chief Eng / pem 
Prod Mgr spector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action PRUNE 1. ЕЗ ο. 


ΚΙ. of NC 
өтер ΚΙ. Α Action Description 1. ο Chief ЕЗ ас ο. 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 8718 
July-11-12 10:06:00 AM Ἢ 


*R74RO* 


———— —— 


Item ID: D3391-013 Accept *N ойда Ω 4 ПП* Setup Start Ж N с 1 ж 
Revision ID: i E 
Item Name: Mid Tube Assembly Stop * N с 2 ж 
Start Date: 7/10/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/24/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: E 
E š ç 2 Run Start x ж 
Approvals: Process Plan: Date: Ἢ Tooling: Date: | ç N R 1 
Stop 
; : : : х х 
ου... Date: _ __ SPC (Y/N) 2 Date:  .. N R 2 
Sequence ID/ Operation I С” Up/ ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Fours Code Qty Qty Number Stamp 
250 0.00 
*oR(Y* HandFinishing AL | | 
HandFinish Μεπιο 0.00 V< — Al los 
Hand Finishing C^ Assemble as per dwg D3391 
260 QCS- Inspect part completeness to step on W/O 0.00 
*ORN* eee τν "n" 
QC Memo 0.00: 9.5; ΄ (Әз. 
Quality Control 
270 Identify as per dwg & Stock Location: CU | Ό 0.00 Сы (2 —u ζ- δή! J (ὦ оч 24 lo 
*270* Εν. И 
Packaging Memo 0.00 


Packaging 


Dart Wo S Ltd 
WORK ORDER CHANGES 


m Approval 
DATE | STEP PROCEDURE CHANGE m Chief Eng / Approval 
Prod Mgr nspector 


Part No: | PAR #: Fault Category: NCR: Yes No. DQA: Date: 
Resolution: Disposition: ` QA: М/С em Es Date: 


Corrective Action Section B 


Ub n of NC - Ty eec Approval 
Ба е ҒА Action Description ШЕ ы ' Chief eec ас Inspector 
Chief Eng Chief Eng am 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


Picklist Print 

July-11-12 10:06:00 AM К 

Work Order ID: 87189 

Parent Item: D3391-013 Start Date: 7/10/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 


Comments: 


IPP A05.12.13New IssueEC 

IPP B06.02.09Dwg rev.D ЕС 

IPP Rev:06-03-28 Update Manufacturing Instructions 
EC 

IPP Rev:E ECN1056 07-11-13 DD verified by: EC 

IPP Rev:F 08-07-28 chg 0.332" to 0.391" dim. hole in comment DD verified by:EC 
IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 


JLMIPP rev D 07.03.14 dwg Rev F 


Required Date: 8/24/12 
Required Qty: 1.00 


IPP Rev:H 08-09-10 revH as perdwg DD verified by:EC ІРР rev J 10.03.30 revised process, 
added D3391-015to pick list EC verified: DD _ | _ 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Огу оп Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
ALS4-1032-130 "Purchased N o 220022227250 Each 1,209.0000 26 26 | | 
Insert xx H ES ulu ος 
У 853-1032 A36 
Location Loc Qty Loc Code 
ST280 205 А 
119084 πε MVUUAG3 — X26 
120671 89 
ST281 44 
120807 36 
120837 8 
ST282 960 
121269 960 
ALS4-428-165 Purchased No 230 Each 437.0000 4 Ju 4 | | 
Inserts _ 1.111 ο 
Location Loc Qty Loc Code 
FP002 437 
114172 18 
117769 419 Y Ц 
= AN960C10L NAS1149C0332R Purchased No Each 21.0000 | 4 T | 
washer NAVUS355 (хы Bil ιο % 
Location Loc Oty Loc Code 
ST i 21 
З 107534 21 
AN960C416L Purchased No 250 Each 0.0000 4 4 i m 
WASHER (ТІР * al«toz 


X pastdACou328 / Mau ο 55 


Dart Aerospace Ltd 


Approval 
Chief Eng / 


“Prod Mgr 


Part No: PAR #: Fault Category: Ν NCR: Yes Мо. рал: Date: 
na Resolution: Disposition: : QA: N/C Closed: Date: 


š 


Corrective Action Section B 


Description of NC Е Verification Approval | Approval dq 
Section A Initial Action Description Sign & | Section Chief Eng | QC Inspector. | - 
| Chief Eng Chief Eng Date |. > — (d: 


NOTE: Date & initial all entries ` 


H:WFORMS\Quality Assurance\approved QAWCRWO RevE 


July-11-12 10:06:00 АМ 


> Shop Packet Print - 


же = ТӘУЕ еи 
e : 
Picklist Print Page 2 
July-11-12 10:06:00 AM 
Work Order ID: : 87189 
Parent Item: D3391-013 Start Date: 7/10/12 Required Date: 8/24/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
D2500-1-100 Manufactured No 100 Each 75.0000 1 
Skidtube Extrusion E 55 5 Jae 2 e 1 " om 
Location Loc Oty Loc Code 
HALL 75 Е 
50251 5 > 
82373 70 “А SC CES С ) 
Web 6 O% Ф. ας 72 4|38 
D3391-011 Manufactured Νο. . 140 Басһ 0.0000 1 1 
Fwd Tube Assembly 4522 A. 2 42-- ΖΘ Á O 
D3391-015 Manufactured No 160 Each 0.0000 1 : 1 
Aft Tube Assembly 2 9 766 2 0) Pe t z hof 9 = dean 
Bushing 20: - TE! ale ° зин τος 
Location Loc Qty Loc Соде 
FP 5 
80377 _ 
82027 1 
57055 73 ЕР 
57350 1 
83237 72 Yt. 
| A nulo 
Phenolic Washer m Q 
Location Loc Qty Loc Code 
57060 1362 
72229 4 
76277 13 
80369 335 
83608 500 
85222 510 — yd 


Page 2 


Dart г Мөғоврасе Ltd 


| WORK ORDER CHANGES 


| Approval 


Chief Eng / Approval 


QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE es 


Corrective Action Section B 


Description of Ж iX 
Lr өтер Ж iX А Action Description 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


H\fFORMS\Quality Assurance\approved QAWCRWO RevE 


Picklist Print Page 3 
July-11-12 10:06:00 AM 
Work Order ID: 87189 
Parent Item: D3391-013 Start Date: 7/10/12 Required Date: 8/24/12 
Parent Пет Мате: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
D3672-3 Manufactured No 250 Each 1,211.0000 4 
i шо 
Phenolic Washer Q 
Location Loc Qty Loc Code 
ST060 1211 
84361 211 f 
84432 500 y » 
f 86517 500 
У dt Io 
pacer 
Location Loc Qty Loc Code < 8 Pel / “Ж 
LG 79 E 
80361 1 
85417 І 78 
16001 10 
68958 2 , 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 | 
MS27039C1-09 Purchased No 250 Each 113.0000 4 4 Д | 
SCREW ο PDA (10% us 
Location Loc Qty Loc Code 
FP002 20 
17831 20 vd 
57293 93 
116290 93 
MS27039C4-08 Purchased No 100 Each 154.0000 4 М 4 | 
SCREW izlulog 
Location Loc Qty Loc Code 
57293 54 
114721 54 
ST310 100 
122141 100 Y d 
July-11-12 10:06:00 AM se ~~ Shop Packet Print | Page 3 


РА 


Dart Аеговрасе Ша 


wo: | WORK ORDER CHANGES 


Approval ; 
Chief Eng/ | Approval 
Prod Mgr QC Inspector : 


Part No: PAR #: Fault Category: NCR: Yes Мо РОА: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B m me 

Us - A of NC - ——— - Verification | Approval | Approval 

Ез = Us - A A RE Action Description Sign &: Section C Chief Eng QC Inspector 
Chief RE Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


FWD TUBE ASSEMBLY 


TRANSFER DRILL THRU 
03391-011 OPEN ТО 


20.438000 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 
MID TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


03391-01 
WEARSHOES 5 


АҒТ ТӘВЕ ASSEMBLY 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


` | 
90-50 04095-043 i 
D4095-054 WEARSHOE 
WEARSHOE 2050 e= 4095-047 
REF ар, Æ WEARPAD 
. Α I ^ moomo omn n REF 
AN3C4A BOLT (1) ΟΝ 
c AN960C10L WASHER (1) D4095-049 
M 04095-041 AN3C6A BOLT WEARPAD 
WEARSHOE | p4095-045 АМЗО4А BOLT 0) ER( AN960C10L WASHER КЕР 
WEARSHOE AN960C10L WASHER (1) 
ΔΝ 20Ρι. 6PL 4PL 
АМЗСТА BOLT 
2 і N AN960C10L WASHER 
ÁN 4PL 
SHOP COPY ` В3391-041 ASSEMBLY REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
v жә, PARTS LIST UPDATE, ZN A8-1, ZN А8-2, ZN A6-4, 
RET URN το I ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, ` 
INEERING ΖΝ A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | XDF | 11.10.13 
ENG t. OPY ΖΝ B6-4, В2-4, C7-8, C3-8; REMOVED HOLES, ZN D6-4 
LEDC ZN D2-4, ZN D7-8, ZN D3-8 
UNCONTROI κα Е À 9 Е [- DRAWING UPDATED ТО CURRENT STANDARDS. 
D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST SUBJECT TO AMENDMENT E L SHT 1 PL ADDED 03591-1 BUSHING, ZN C6 00.438 DIM 
А "np" WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. AJS 08.08.20 
B ОТУ |PARTNUMBER | DESCRIPTION WITHOUT NOTIC 1414-1-04 H | SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 @0.438 DIM 08. 
| -041 5 H SR 4 WAS 4 PL. ADDED @0.499 DIM AND 03591-1 BUSHING. 
x |D35194 FLOAT SKIDTUBE ASSEMBLY WORK ORDE — ect -062- (FOR FURTHER INFO SEE 05! 9364 8 NCR 08-074) 
— NO елеген A L J REPLACE NAS INSERTS W/ AELS INSERTS 
Γη 3391-01 FWD TUBE ASSEMBLY NL LLL G | SWITCH TO 03670-ХХХХ SPACERS FOR INSTALLING | DC | 07.07.31 
ГОТ  [D3391-0013 - MID TUBE ASSEMBLY l 2 o І 2. L FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
C4 AFT TUBE ASSEMBLY GENERAL NOTES { ADD SS WEARSHOE, GASKET 701.18 
F | REMOVE FWD SADDLE HOLE -011/-021 PH | 0701. 
2 BUSHING 1). FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
HANGE TOLERANCE, EASE MANUFACTURE PH 06.04.25 
4 POWDER COAT WHITE (4.3.5.1) PER DART 051005 4.3 A E сна ATE TOLERANCE CHANGE HOLE SUE Eg 060123 
1 “04095-04 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" D : — 
1 | D4095-043 WEARSHOE AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. C | LENGTHEN AFT EXTENSION PH | 050927 
ΕΣ 3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED | 8 | DRAWING UPDATES | РН 
1 Б4095-049 4) UNITS: INCHES UNLESS OTHERWISE NOTED NEW ISSUE | PH | 
` 1 5) USE DART DRILL TEMPLATE DT8217 ТО LOCATE АМО DRILL @0.297 SIZE HOLES DESCRIPTION 
AN FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT PH 
A WHERE INDICATED. στη e DART AEROSPACE USA, INC 
; 6) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH [prawn — [ хор | : 
: ГАМЗСТА [Бит — ——— 7 APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND [cueckep | 4 | REV. ! 
: ANSBOC TOL [WASHER CSCS TRANSFER DRILL (20.50 HOLES FROM SADDLE TO D4095-041 MFG. APPR. М |3391 SHEET 1 OF 8 
| £  [MS27039C4-12 | SCREW 7) FIT D4095-043 TO SKIDTUBE WITH 02571 АМО 02572 SADDLES INSTALLED WITH APPROVED p [mme 
1 (4 — jANGS0C416L WASHER ^ 


412 FLOAT SKIDTUBE 


COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
Ts DOCUMENT IS PRIVATE ANO CONFIDENTIAL AND 65 SUPPUED ON TKE EXPRESS CONDITION THAT FT I$ 
нот TO BE USED FOR AHY PURPOSE OR COPIED ОЯ CONVUMCATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PÉRUSSSION FROM CANT AEROSPACE USA, INC. 


DQA: Date: 
МСА: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCR No. ' Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT о  FAULCATEGORY ЕЕЕ 
Landing Gear General 
a Bending | [Bend a Grain Ovalized Pressure/Forced 
Bl Centre Not Concentric to O/S m BOM/Route B Hardware Over/Under tolerance Temperature/Cure 
и Cracks l Broken/Damaged Β Inspection Incomplete Part Incorrect Weld 
[8 Crushed/Crimped. Е Burrs a Instructions incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs Β Contamination EN Maintenance Part Moved 
E Heat Treat Ш Countersink Β Mislabeled Positioned Wrong 
и Inspection Strip in Tube Ш Cut Too Short lš Misread Power Loss/Surge Ш Other 
Ш Ripples іп Bend | | Drill Holes a Offset 
Ш Torque Waves in Extrusion α Drawing E Out of Calibration 
Ш Turning Sequence | Finish Ш Out of Sequence 


и Wave/Twist їп Tube 
H:/FORMS/Quality AssuranceVapproved QA/NCRWO Rev G 


m Folio 


Ш Outside Dimensions 


— 1 


FWD TUBE AS 


D3391-021 


D4095-051 


20.50 === 704095-047 
WEARSHOE 20.50 |. ος 
ΒΕΕ ap, ГО ме 
NES 


AN3C4A BOLT са. ( WEARSHOE 
AN960C10L WASHER \ I / і \ 04095-049 
04095-041 z WEARPAD 
4PL Р WEARSHOE AN3C6A BOLT REE 
L WASHER 
ДМ Daoss-048 AN3C4A BOLT AN960C10L WASHER ANSGDC TOL WAS ΔΝ 


e 
e^ 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


SEMBLY 


D3391-025 
AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU D3391-023 
D3391-021 OPEN TO MID TUBE ASSEMBLY 


Ot 
50.438000 


TRANSFER DRILL THRU 
03391-021 OPEN TO @0.499 
AND INSTALL D3591-1 BUSHING 


WEARSHOE 


4 PL 


AN960C10L WASHER GPL АМЗСТА BOLT 
20 PL AN960C10L WASHER 
ZEN 4PL 


D3391-043 ASSEMBLY 


03391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST GENERAL NOTES 
23391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
$ QTY | PARTNUMBER | DESCRIPTION 1) FINISH: CHEMICAL CONVERSION COAT PER DART ОЗІ 005 4.1 
š -M3 | | POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 A 
X 1р3391-043 | FLOAT SKIDTUBE ASSEMBLY ! 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" D) Ë L Е А 6 Е : 
1 | ЗЕР RWS ТОБЕ ASSEMBLY | AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER СОАТІМС WITH МЕК DEGREASER. : 
1 — TD3381.023 MID TUBE ASSEMBLY 3) TOLERANCES: PER DART QSI 018 UNLESS. OTHERWISE NOTED 2011 -11- 04 
1 — | 03391:025 АЕТ TUBE ASSEMBLY j 4) UNITS: INCHES UNLESS OTHERWISE NOTED 2 
4 L 5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL Ø0.297 SIZE HOLES 
E 2 ! Dt И i Еа FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
і УЕА 
2) τ Eee Da L WEARSHOE Jg FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
| 1 104095 047 WEARPAD i APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND АЕТ HOLES AND DART AEROSPACE USA, INC 
| 1. 102095-049 1 WEARPAD d TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 KENT, WA 
4 773 . | D4695-051 | WEARSHOE 7) FIT D4095-043 TO SKIDTUBE WITH 02571 АМО D2572 SADDLES INSTALLED WITH L |DRAWING NO. REV. | 
i | | THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND NM ]D3391 5ΗΕΕΤ2 OF 8 
24 —IAN3C4A [вост MFG. APPR. М | i 
ye sett 4 TRANSFER DRILL 20.50 HOLES FROM SADDLE ΤΟ 04095-043 2 Tm 
4 —ANSC7A BOLT 
38 


ANSBOCTOL 


[OEAPPR. — | «- |412 FLOAT SKIDTUBE 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

1 1 1 0 1 3 THIS OOCUNENT 15 PRIVATE AND CONFIDENTIAL AND 15 SUPPLIED ON THE EXPRESS CONDITION THAT IT IS- 

. a NOT тоё USED FOR ANY PURPOSE ОН COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERARS SIQH FROM DART AEROSPACE USA, NC, 


ООА: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
. Use-as-is Thermoforming Finishing, Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


|2000 FAULTCATEGORY eee CATEGORY 
Landing Gear General 
Ш Bending Gi Bend Ш Grain Ovalized Pressure/Forced 
и Centre Not Concentric to 0/5 Ш BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks М Broken/Damaged m Inspection Incomplete Part incorrect Weld 
и Crushed/Crimped. NH Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs Β Contamination Ш Maintenance Part Moved 
m Heat Treat Е Countersink m Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube Ш Cut Too Short B Misread . Power Loss/Surge ll Other 
Е Кірріев іп Вепа = Drill Holes Е Offset i 
i Torque Waves in Extrusion | Drawing Ы Out of Calibration 
@ | Turning Sequence | Finish a Out of Sequence 


m Folio 


Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E Outside Dimensions 


20.000 
5 EQ. SPACES 
4.000 PITCH 


4.000 
2.000 


8.000 


2.79 


DRILL #4 (20.209) 
4PL 


DRILL 44 (20.209) 
4PL 


4.000 
2.000 


DRILL THRU 21/64" (20.328) DRILL THRU 21/64" (20.328) 


9 PL 20.640 4ρι 20.640 
PS OTH SIDES) DRILL 20.297 725 SPINK Q0 438 x 497 DRILL @0.297 8 
(8 S) 10 PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 


SADDLE HOLE, REF) 
03391-0171 DRILLING DETAIL 3391-021 DRILLING DETAIL 
—— eee SETA 


SADDLE HOLE, REF) 


Я INSTALL 03670-4200 SPACER 
INSTALL 03670-4200 SPACER * SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 

š GRIND FLUSH PRIOR TO PAINTING 
PRIOR TO PAINTING 4 PL 


INSTALL INSTALL 
DETAIL D AELS-1032-225 DETAIL D AELS-1032-225 
AFTER FINISH AFTER FINISH 


10 PL 10 PL 


D4095-051 D4095-051 
WEARSHOE ΔΝ WEARSHOE AN 
AN3C4A BOLT : A AN3C4A ВОСТ 
B AN960C10L WASHER AN980C10L WASHER в 
D3391-011 ASSEMBLY DETAIL 6 PL D3391-021 ASSEMBLY DETAIL 5PL 
3391-011 ASSEMBLY DETAIL D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


»E L E Ë Š E] 
D36724 WASHER b -i- 04 


AN960C10L WASHER 
4PL 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
— s TARTS LIST 


PART NUMBER DESCRIPTION 


D3391-011 
D3391-021 


FWD TUBE ASSEMBLY 
FWD TUBE ASSEMBLY 


D3401-041 
TOW CAP 


D3401-041 TOW CAP 


4 SPACER | 
А] 4 174 1036721 WASHER ` DETAIL р DART AEROSPACE USA, INC А 


DRAWING NO. REV. | 
SHEET4 OF 8 


THIS DOCUMENT rs PRIVAT AND CONFIODITIAL AND (5 SUPPLIED ON THE EXPRESS CONDITION THAT IT tS 
MOT TO BE USED FOR ANY PURPOSE OR COPED OR TO ANY OTHER PERSON WITHOUT 
четтен PERADSSION FROM DART AEROSPACE USA, IC, 


DQA: Date: 


NCR: Yes / NO WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. ` Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


= στο πρι πε κα K es ee Ἓ- 


FAULT [О Т -—FAUTCATEGORY 0 5 
Landing Gear General 
Ш Bending Ш Bend | Grain Ovalized Pressure/Forced 
m Centre Not Concentric to O/S a BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
и Cracks | Broken/Damaged Β Inspection Incomplete Part Incorrect Weld 
BE Crushed/Crimped. EN Burrs ll Instructions Incomplete/Unclear Partlost/Missing ` Wrong Stock Pulled 
m Cuffs m Contamination ШЕ Maintenance Part Moved I 
m Heat Treat Ш Countersink Ш Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube m Cut Too Short m Misread Power Loss/Surge | Other 
Í Ripples in Bend Ш Drill Holes Е Offset 
Е Torque Waves in Extrusion Ш Drawing Ш Out of Calibration 
E Turning Sequence и Finish x Ш Out of Sequence 


IE Wave/Twist in Tube m Folio Шш Outside Dimensions 


H:/FORMS/Quality AssuranceVapproved QA/NCRWO Rev G 


ж 


0.7000 


DISTANCE ТО 
FWD ЕМО ОҒ 
03389-1 WEB 

4.94 
Y 


x 


Š DETAIL E 
DETAILS ` DRILL THRU 21/64" (20.328) 
SCALE 4X CSINK 020.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL. 


INSTALL 
D3681-1 SPACER 


SECTION G-G 
SCALE 5X 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRILL 20.297 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH 


FROM TOP AND BOTTOM 
TP І ТО 3.610 


SECTION X-X 
SCALE 5Х 


SECTIONH-H 12PL 
SCALE 5X 


, | PART NUMBER DESCRIPTION 


x pem 3] MID TUBE ASSEMBLY 


[| 3 [02500173100 - 


DETAIL E 
SCALE NONE 


SCREW 


[ 4 (|1М527039С4-08 SCREW 


03391-013 MID TUBE ASSEMBLY 


Қалам АНАМ κι πως ст 


1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 Р 


3) WELDING: PER DART ОЗІ 004 


DRILL 20.391 
INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
AFTER FINISH m 
ER QSI 015 ` 4 PL SECTION L-L 


—— 


SCALE 5X 


REFER TO 
DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 

REF 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT 

MS27039C1-09 SCREW 

D3672-1 WASHER 

АМ960С101. WASHER 

AFTER FINISH 

4PL 


DRILL 20.250 


4PL SECTION LL-LL 


SCALE 5X 


[esen | ен | DART AEROSPACE USA, INC 


DRAWN р 
СНЕСКЕО 3 DRAWING NO. REV. i 


μερα appr. | AA [03301 SHEETS OF 8 
jareroveo | АШ ртт | 
ОЕ АРРА |7 ҢҒ ]412FLOAT SKIDTUBE 


DATE ў COPYRIGHT @ 2005 BY DART АЕКОЗРАСЕ USA, INC 
11.10.13 τ оосун s ανασα эмр CONTENT, ως E QUUD ON THE DOACES соттон HATTIE 


DQA: Date: 
WORK ORDER NON-CONFORMANCE / UPDATE 
| QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
Use-as-is Thermoforming 
. Work Order Update Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Landing Gear 


m Bending 


и Centre Not Concentric to 0/5 


! m Cracks 


Ш Crushed/Crimped. 
Е Cuffs 
Ш Heat Treat 
Β Inspection Strip іп Tube 
ασ Ripples іп Bend 
Torque Waves іп Extrusion 
m Turning Sequence 
Ш Wave/Twist іп Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
Β Bend 
Ш BOM/Route 
m Broken/Damaged 
Bm Burrs 
[8 Contamination 
Е Countersink 
[κ Cut Too Short 
| {Drill Holes 
Ш Drawing 
Е Finish 
m Folio 


FAULT CATEGORY 


Е Grain 

a Hardware 

Ww Inspection Incomplete 

Ш Instructions Incomplete/Unclear 
l Maintenance 

Β Mislabeled 


Ш Misread 
m Offset 


Ш Out of Calibration 
= Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [Other 


0.00 
07009 


00 

iG Sod 0.701007 

DISTANCE TO REFER TO 

FWD END OE DETAIL J — 

D3389-1 WEB d EL == z - 5 decal Y 
4.94 ! 


y . N DISTANCE TO 
: END OF WEB 
REFER TO 109 


4.19 
x DETAIL K REF 


DETAIL J 5 
Н DRILL THRU 21/64" (20.328) 


CSINK 60.438 X 45% (BOTH SIDES) 
5PL 


D3391-023 ASSEMBLY DETAIL 


— WELD INTO PLACE 
03681-1 SPACER S GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


DRILL 20.297 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH 


FROM TOP AND BOTTOM 
ТҮР ТО 3.610 
SECTION G-G SECTIONH-H SPL SECTION Х.Х 


SECTION Y-Y. 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 8 Ë L Е A S E 
DESCRIPTION 


| н -!- 04 


D2500-1-100 EXTRUSION 
D3389-1 


SPACER 


INSERT 


REV. ! 


: З - š | SHEET6 OF 8 
D3391-023 MID TUBE ASSEMBLY SCALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION ы WS 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 


Y ROSPACE USA, INC. 

3) WELDING: PER DART QSI 004 esc TUONT © 2005 BY DART AEROSPACE USA МС 
Γρ нота снн О r лылық ТИНА 

: RUTTEN PERMISSION FAOU OWRT AEROSPACE USA, DIC. 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification QC inspector 


FAULT Ον. — 000 LLLA 
Landing Gear General 
Е Вепаіпе m Bend E Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S Ш BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
ΒΒ Cracks E Broken/Damaged Ш Inspection Incomplete Part Incorrect weld 
Β Crushed/Crimped. Ш Burrs = Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
ЕЖ Cuffs m Contamination Β Maintenance Part Moved 
Е Heat Treat Bi Countersink | | Mislabeled Positioned Wrong 
Β Inspection Strip іп Tube Ш Cut Too Short E Misread Power Loss/Surge ш Other 
α Ripples іп Bend Β Drill Holes Β Offset 
Ш Torque Waves іп Extrusion m Drawing α Out of Calibration 
Ш Turning Sequence Ш Finish | Out of Sequence 


Е Wave/Twist іп Tube Е Folio α Outside Dimensions 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


REF 


VIEW BB-BB 
SCALE 4X 


36.435 

TO TAPER 
MACHINE CONSTANT 
TAPER FROM 43.750 
TO 23.200 


43.3 
REF 
DIST TO CENTER OF BEND 


1.52679 000 EN 


9350  . 3.300 
@3.750 


REF 


SECTION AA-AA 
SCALE 6X 


SECTION N.N 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


- 0.200 -- -- 0.687:0010 


` @3.750 


Ro.062 REF 


SECTION P-P 


SCALE 6X SCALE 6X 


VIEW W-W 
SCALE 4X 


DETAIL S 
SCALE 4X 


SECTION Q-Q 


DETAIL V 


CHAMFER 
30*X0.060 DEEP 


DETAIL V 
SCALE 6X 


SECTION R-R 


SCALE 6X SCALE 6X 


RELEASE 


NM fan -11-04 


DART AEROSPACE USA, INC 


KENT, WA 


SCALE 
412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 БҮ DART AEROSPACE USA, ΜΗ 
tocum ғы on covorren 
"Отто aes PON Ae PURPOSE om CORO OR Сда тте AN SME САТЫНДА 
SEITEN POS PROM CART AEROSPACE A κε 


Work Order: 


Part No. 


NCR No. 


Landing Gear 


Ш Bending 


и Centre Not Concentric to O/S 


Е Cracks 


N Crushed/Crimped. 

E Cuffs 

и Heat Treat 

и Inspection Strip іп Tube 
и Ripples іп Bend 

| | Torque Waves in Extrusion 
m Turning Sequence 
и Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


ж 


ООА: Date: 26 50 


WORK ORDER NON-CONFORMANCE / UPDATE 


General 
Ш Bend 
| |BOM/Route 
m Broken/Damaged 
E Burrs 
m Contamination 
и Countersink 
Ш Cut Too Short 
Ш Drill Holes 
m Drawing 
E Finish 
Ш Folio 


DISPOSITION 


Rework Skid-tube Crosstube Water Jet Engineering 
Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Work Order Update Large Fab Composite Supplier 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


FAULT CATEGORY 


и Grain Ovalized Pressure/Forced 
Е Hardware Over/Under tolerance Temperature/Cure 
a Inspection Incomplete Part incorrect Weld 

E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Maintenance Part Moved 

| Mislabeled Positioned Wrong 

Е Misread Power Loss/Surge Е Other 


m Offset 


Ш Out of Calibration 
Ш Out of Sequence 
E Outside Dimensions 


6 5 


R30.0+2.0 


36.000 
9 EQ. SPACES 
4.000 PITCH 


DRILL THRU 21/64" (20.328) 
14 PL 

CSINK 20.438 X 45° 

(BOTH SIDES) 


ORILL 20.297 
72 PL 


53.7 


9.1 
DISTANCE BETWEEN HOLE АМО 
TANGENT POINT 


3391-0915 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 8398 
GRIND FLUSH 
PRIOR TO PAINTING 


CI 
(NO CBORE) 


4240256 


DETAIL Т 


š EAR D4095-047 
D3391-015 ASSEMBLY AND CBORE DETAIL 5 WEARPAD 
(SEE TABLE} АМЗСЅА BOLT ΔΝ 
AN960C10L WASHER ANSC4A BOLT 
4PL ANQ69C10L WASHER 
| 4PL 
3391-015/-025 AFT TUBE ASSEMBLY PART: 
QTY- | QTY- | PART NUMBER DESCRIPTION 
015 | 025 
X 03391-015 AFT TUBE ASSEMBLY 
X ___[03391-025 AFT TUBE ASSEMBLY 
|. 
1 1 ГАЕТСАР 
14 4 SPACER 
2 2 WASHER 
1 1 WEARPAD 
1 T | D4095-047 WEARPAD 
! 1 1. 188014050 АЕТ ТОВЕ Ж 
É 14 14 | AELS-1032-130 INSERT ü > ` 
| 8 8 | AELS-1032-225 INSERT 
4 ALS4-428-165 INSERT SECTION uty 
8 ] 6 |АМЗСЗА BOLT SCALE 3X 
4 4 ГАМЗСБА BOLT 
10 10 | ANSGOCiOL WASHER 
| a. 
СВОНЕ HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 
HOLES Τατ ary CBORE PIN 
MARKED | 03391-0158 | D3391-025 
CBÍ 8 8 20.430 X 0170 | AELS-1032-225 
C82 4 20.430X0.170 | AELS-1032-130 
CB3 6 @0.430 X 0.040 | AELS-1032-130 
СВА 4 МОМЕ — LLL AELS-1032:130 
7 8 5 


91 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


SECTION ГС-СС 
SCALE 3X 


4,220.25 
D 
DRILL THRU 21/64" (20.328) 
4PL 
REF DRILL prd CSINK 90.438 X 45% 
(BOTH SIDES) 
537 
99331015 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 4 
PRIOR ТО PAINTING 
с 
(ΝΟ CBORE) А ' 


04095-049 


WEARPAD D4095-047 D 


$ WEARPAD 


AN3CSA BOLT " 
ANSC4A BOLT % 
AN960C10L WASHER ANSGUC TOE WASHER. A dA 
4PL i 
p3391:025 ASSEMBLY AND СВОНЕ DETAIL 
(SEE TABLE) 
02646 AFT САР 
SEAL WITH 
SIKAFLEX-241/-291 B 
DRILL 20.391 
. CBORE 20.516 X 0.040 DEEP 
INSTALL ALS4.428-165 INSERT 
4PL 
AN3CAA BOLT 
03672-1 WASHER _ 
AN960C40L WASHER 
DETAIL 
SCALE 4x 


КАЙ! 


esen | ғ” T DART AEROSPACE USA, INC 
D | E] A 
ЕТ ЕЗЕЙ REV. | 
Mem ТӨ б ете 

; SCALE 


Ағекоуео | fy | me 
= 412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC Aero 
οσοι AEN CONFIDENTIAL AND i$ tE EXeRES GÓpIOTTDN THAT Т ἡ 
T S PRIVATE AND CONF! пра SUPPLIED он тне Danese CORR татат 


төз 
NOT TO SE USEO FOR ANY PURPOSE OR COPED UR COMMUNICATED TO ANY OTHER 
Ύπαττεη PERMISSION FROM ART AEROSPACE USA, MG, 


Ë 


's 


| | DQA: Date: : 
x NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. | 5 Scrap Machining Small Fab Prod. Eng. Coor. Quality 
rd ^  Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update _ Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step Qty or Non-conformance Chief Eng Description Date verification QC Inspector 


222000222000 7 FfFATCAEGOORV — 222222 SEY | [хм м 777 —FAUTCATEGORY Ң о SEY CATEGORY 
Landing Gear General 
Ш Bending α Bend m Grain Ovalized Pressure/Forced 
Ш Centre Not Goncentric to O/S | | BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
Β Cracks те а Broken/Damaged Ш Inspection Incomplete I Part Incorrect Weld 
E Crushed/Crimped. E и Burrs m Instructions incomplete/Unclear, Part Lost/Missing Wrong Stock Pulled 
Е Cuffs m Contamination m Maintenance a Part Moved 
| | Heat Treat Ш Countersink Ке E Mislabeled Positioned Wrong 
Ш Inspection Strip іп Tube m Cut Too Short ib B Misread Power Loss/Surge E Other 
Ш Ripples in Bend Ш Drill Holés. ” ш Offset 
m Torque Waves їп Extrusion gi Drawing m Ш Out of Calibration 
Ш Turning Sequence | Finish | : B Out of Sequence 


E Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO RevG 


mE Folio 


E Outside Dimensions 


NO. κας. | 
| | AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: C Me 


Description: „№2 
Welding Proc 


ων A Ale 
ess: Tig] + Mig| ] 
Base materiel: Қ NA LS 


Current: АСПА ӘСІ 1 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[4 fail 1 


Incomplete Penetration: - pass fail | 
Incomplete Fusion: pass[v] fail ] 
Cracks: ` pass] fail 1 
Overlap (cold lap) pass[ ТАШ | 
Undercut: | pass] fail | 
Pin holes: рав(/Я faif | 
Porosity (surface): . pass[4 ТАШ | 
Coloration: passi fail 1 
Burn through: pass fail ] 


| 


Date of Test Coupon. |QAQO- O, 


Date of Test Coupon Z2-zp-e 


The above named individual is qualified in accordance with AWS D17.1 2001 to weld 


H:\FORMS \Production\approved.prod.\Welding Coupon-Rev.A |. 


